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@ Printing. 

(g) A metliod of screen printing a iiard non-absorbent 
substrate, suchi as glass, using a screen with a patterned 
coating on Its surface facing the substrate comprises providing 
local support between the screen surface and the substrate in 
one or more areas In which a patterned Ink layer of irtcreased 
thickness is required, thereby enhancing Ink retention in the 
said areas. The mettiod Is especially useful for printing pattenns 
of vaiying thickness In selected locations, for example, for 
printing heater arrays In conductive ink on vehicle windows. The 
Inventton also Includes novel screens for use in the method. 
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Description 



PRINTIN G 

The Invention relates to printing, and In particular 
to a method of screen printing on hard non-absorb- 
ent materials such as glass, and screens for use In 5 
such a method. 

An Important application of screen printing Is in 
the printing of heater arrays comprising electrically 
conducting networks on rear windows for motor 
vehldas, so that the surfece of the window can be 10 
heated to demist or de-ice the window. Such heater 
arrays on the glass generally comprise an array of 
heating conductors extending across the window 
between bus bars adjacent the lateral edges of the 
glass. 

The heater array may be printed on one surface of 
a glass pane which is to fonm the vehicle window, 
before the pane is heated for bending and toughen- 
ing, using an Ink which is a mixture of glass frit, silver 
and binder material. The heater pattern is screen 20 
printed using a screen In which the required pattern 
Is defined by a coating on the screen surface, and is 
fired on to the glass surface when the glass sheet is 
heated for bending and toughening; the binder Is 
generally burnt off during the firing process, the Ink 25 
may Include a resin virtilch is curable by ultra-violet 
light so that the printed heater array can be cured by 
brief exposure to ultra-violet light before handling. 

It is desirable to be able to increase the thickness 
of the printed ink pattern at one or more locations. 30 
for example to selectively Increase the conductance 
of parts of the pattern such as the bus bars, or to 
provide a thicker conductive layer where an electric 
connector is to be soldered on to a bus bar. it Is 
possible to Increase the thickness of the pattern in 35 
selected locations by printing a second layer of ink 
over those pattern areas in which the Increased 
thickness is required using an appropriately pat- 
terned screen. However, it Is difficult in practice to 
achieve the necessary registration between the two 40 
prints, and, because of the need for a second pass 
through a printing process, addittonal production 
costs are incurred. 

British patent specification QB 1 262 176 relates to 
the screen printing of electronic circuits using metal 45 
screens In place of woven fabric screens. The 
required pattern is printed through openings In the 
screen, which thus acts as a stencil for the pattern, 
in order to print pattern areas of varying thickness, it 
Is proposed to incorponette a metal mesh in the so 
openings where an Ink layer of reduced thickness is 
required. This mesh occupies a part of the volume 
which would otherwise be available for the paste or 
ink being printed on the substrate, and leads to a 
reduction In the thickness of the pattern printed in S5 
such areas. 

European patent specification EP 0 193 464 A2 
refers to two methods for selectively Increasing the 
thickness of certain areas of a conductive pattern to 
be used as a heater array on a vehicle window. In the 60 
first method, said to be described in DE-OS 
32 31 382, a screen is used which has thicker 
threads, for example thicker weft threads. In those 



areas in v/hlch a thicker conductive layer is required. 
In the second method, the subject of EP 0 193 464 
A2, a screen is used which has a coarser mesh in 
those areas in which a thicker conductive layer is 
required; this coarser mesh is achieved by omitting 
alternate weft threads from the screen material in 
those areas. 

The two methods referred to in the European 
patent specification both suffer from the disadvant- 
age that ail parts of the patterns in the areas in which 
the weft (or warp) fibres are modified or omitted are 
increased in thickness. It is desirable to have a more 
versatile method in which any desired areas, or all 
areas of the printed pattern can be Increased in 
thtekness. 

In British patent specification QB 1 307 535. this 
problem is avoided by using a silk screen on which a 
patterned emulsion coating defining the pattern to 
be printed Is of increased thickness In areas 
surounding and defining tiie areas in which In- 
creased Ink thickness is required. However, in 
practice this method has not proved very success- 
ful, especially when printing wide bands of Ink, such 
as the bus bars of heater arrays on vehicle 
backlights. 

It has now been found that the thickness of a 
patterned ink layer screen printed on a hard 
non-absorbent substrate can be Increased in re- 
quired locations by providing local support between 
the screen surface and the substrate In those areas 
In which Increased thickness Is required. 

Surprisingly, it is found that the use of local 
support between the screen surface and the 
substrate leads (provided the support is not too 
bulky) to Increased ink retention in those areas, 
despite the effect of said support in occupying 
volume which would othenvlse be available for 
occupation by the Ink. 

According to the present Invention, there Is 
provided a method of screen printing a pattern on a 
hard non-absort)ent substrate using a screen with a 
patterned coating on Its surface facing the substrate 
which comprises providing local support between 
the screen surface and the substrate In one or more 
areas In which a patterned Ink layer of increased 
thickness is required thereby enhancing Ink reten- 
tion In the said area or areas. 

The method of the Invention is especially useful for 
printing patterns of varying thickness. 

The local support may be provided by one or more 
patches of screen material adhered to the coated 
surface of the screen, or by one or more arrays of 
small spaced spots of coating on the screen, in 
those areas in which a patterned ink layer of 
increased thickness is required. 

When one or more patches or screen material is 
used, any such patch is preferably of coarser mesh 
than the screen. 

When an array of small spaced spots of coating on 
the screen Is used, it Is convenient to use a uniform 
array. The shape of the spots is not critical, but 
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round spots are preferred. The small spaced spots 
of coating may occupy about 10<Vb of the area in 
which the Ink layer of Increased thickness 4s 
required, and preferably occupy 1<Vb to t60/D, 
especial^ 2.5^o to ^(yVQ, of said area. The patterned 5 
coating in any area of the screen will usually be at 
least as thick as the coating of ink required in that 
area. In the screen areas surrounding and defining 
the area (s) In which an ink layer of Increased 
thickness is required I.e. the areas sunrounding and 10 
defining the area(s) of arrays of small spaced spots, 
the coating on the screen will usually have a 
thickness of over 30 microns, and preferably a 
thtokness in the range 30 to 70 microns. It is hot 
necessary for the coating to be as thick In o^er is 
areas, and such areas will usually have a coating 
thtokness in the range 5 to 15 mtorons, preferably 7 
to 12 microns. 

The small spaced spots of coating may be fonmed 
of the same material as the patterned coating and be 20 
of a height equal to tfie thickness of said coating, 
which will usually be at least 30 mterons in the 
area(s) immediately surrounding the area(s) In which 
a patterned ink layer of increased thickness Is 
required. The spots may be printed as described 25 
hereafter by Including appropriate half tone areas in 
the artwork used In producing the screen. 

The method of the present Invention is especially 
useful for printing a ji^tttem In the form of a heating 
array on a glass pane for use as a vehicle window.- in 30 
one embodiment, the pattern comprises an array of 
heating Conductors extending between bus bars, 
and local support is provided in those areas of the 
bus bars where the connectors for conductors 
supplying the heating curent are to be attached . 36 

According to a further aspect of the Invention, 
there Is provided a printing screen with a patterned 
coating on at least one surface thereof having a 
patch of screen material adhered to the screeo in 
each of one or more areas in which a patterned Ink 40 
layer of increased thickness Is to be printed. 

According to a still further aspect of the kivention, 
there is provided a printing screen with a patterned 
coating on at least one surface thereof Including an 
array of small spaced spots of coating on the screen 46 
surfoce in each of one or more areas In which a 
patterned ink layer of increased thickness is re- 
quired, the thickness of the coating In the areas 
surrounding and defining the area(s) in which an Ink 
layer of increased thickness is required k>elrtg 60 
greater than the thickness of the coating In other 
areas. Preferably the thickness of the coating In the 
areas surrounding and defining the area(8) in whteh 
an ink layer of increased thickness is required is at 
least 30 microns. The coating In other areas 66 
preferably has a thickness in the range 5 to 15 
microns. 

The applteation of tlie Invention to the printing of a 
heating arr^y on a vehicle window In which the bus 
bars are of Increased thickness in those areas In 60 
which connectors are to be attached will now i^e 
described t>y ws^ of example, and with reference to 
ttie accompanying drawings, in which:- 

Figure 1 is a view of the Inside surface of a 
vehicle rear window with an obscuration, band 635 



around Its periphery and a heater array. 

Figure 2 Is an enlarged perspective view, 
.partly in section, showing the re^n of one of 
the bus bars of tlie heater array = wtth a 
connector attached, 

Figure 3a Is a diagrammatic view of the 
artwork used for producing a printing screen for 
printing the heater array onto the glass surface. 

Rgure 3b Is an enlarged view of tite detail 
shown at b in Figure 3a, 

Figures 4a to 4c Illustrate the screen printing 
of a bus bar at the section A-A of Figure 2, 

Figures 5a to 5c illustnaie the printing of e 
thicker part of the bus bar at the section B-B of 
Figure 2. and 

Figures 6a to 6c illustrate an alternative way 
of printing a thicker area of the bus bar at the 
section 6-B of Figure 2. 

Rgure 7 Is a diagrammatic plan view of a 
printing screen in accordance with the invention 
for printing a heater array with exterui^d t>us 
k>ars. 

Rgure 8 Is a section on the line C-C in Rgure 

7. 

In the drawings the dimensions of some parts are 
greatly exaggerated for the sake of clarity. 

Rgure 1 illustrates a vehicle window comprislrig a 
glass pane 1 which has a black obscuration band 2 
printed around the periphery of the Inner surface of 
the pane using a black paint which Is then cured in 
known manner. Printed onto the inner surface of the 
glass pane, and on top of the ofctscuration band, is a 
heater array comprising electrical resistance heating 
conductors 3 which extend bet\tfeen bus bars 4. The 
heater array Is screen printed on to the glass surface 
which already carries the obscuration band using a 
ceramic Ink. The Ink is a mbcture of glass frit, sliver 
and a binder material ami may Include a proportion 
of ultra-violet curable resin. The layout of the heater 
array is designed so that the bus bars 4 are ecreen 
printed on top of the ot^scuration band 2 as shown 
more clearly In Rgure 2. 

A T-shaped copper corinector 5 Is sokiered to 
each of the bus bars and In the particular embodi- 
ment illustrated In Rgure 2 each connector 5 has two 
feet 6 which are connected liy a bridge from whteh 
the connectk>n tab extends. 

The heater artey 3^ la screen printed onto the 
glass surface using ceramic Ink and is then fired 
onto the glass surface when the glass sheet Is 
heated, for example to a temperature In the range 
580^C to 670**C. before being bent to shape and 
then toughened using streams of cooHng alir. 

Rgures 3a and 3b Bkjstrote dlagrammaticaily the 
artwork used for VhB production of a printing screen 
for carrying out the method the Invention. The 
heater array of heating conductors 3' and bus bars 4' 
are drawn in solid biaok on a transparent fiim. and in 
the local areas 7' where connectors are to be 
soldered to the bus bars^ areas of hatf tone 
transparency 8, shown more clearly in Figure 3b, are 
incorporated Into the artwork. Typically the fotf tone 
transparencies 8 employed are such that SOQto of the 
area of each transparency 8 Is solid black defining a 
uniform array of spaced dear ^^>ots. 
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The printing screen may be prepared by coating a 
suitable screen and forming a pattern in tlie coating. 
Usually a screen which has 100 to 120 threads per 
centimetre is cleaned and sufficient layers of wet 
photosensitive emulsion applied and dried to pro- 
vide an emulsion layer approximately 10 microns 
thick over one surface of the screen. One or more 
layers of emulsion may also be applied and dried on 
the other surface of the screen as is known in the art. 
Further coatings of emulsion are successively 
applied and dried to said one surface of the screen In 
the areas surrounding and defining the areas in 
which an Ink layer of Increased thickness is required 
to provide a layer of dried emulsion coating which 
may, for example, be approximately 40 to 60 microns 
thick in such areas. 

The artwork of Figure 3a is then placed against the 
coating of dried emulsion and secured in position 
with transparent tape. The transparency and screen 
combination is placed on a glass plate with the 
transparency between the screen and the plate. The 
screen is then covered and vacuum applied to 
remove air and ensure good flat contact between the 
glass, the transparency and the screen. A light 
source is then switched on behind the glass plate for 
the required exposure time. The screen Is separated 
from the artwork and the glass plate and washed 
with warm water sprays to dissolve away the 
non-exposed areas of the emulsion, that Is, to 
dissolve away the heater array pattern including 900/o 
of the half tone areas 1\ leaving a patterned coating 
10 (see Figures 4a and 5a) of photocured emulsion 
on the screen. 

The printing screen is then placed on the glass 
pane 1 with the emulsion coated side in contact with 
the glass pane 1 and the obscuration band 2. This Is 
illustrated in Figure 4a which shows a section 
through the woven screen 9 carrying coating 10 in 
which there is an aperture 11 corresponding to the 
width of a bus bar in the region of a thinner part of 
the bus bar, for example at the section A-A In Figure 
2. Section A-A is close to an area in which an ink 
layer of increased thickness is required, and the 
thickness of the coating 10 on the screen A-A is 
approximately 40 microns. Wet ceramic ink 12 is 
then spread on to the screen 9 during the first 
passage of a squeegee blade 13 across the screen. 
This first passage of the squeegee 13 forces ink 12 
through the screen where there Is any aperture In 
the coating 10 such as the bus bar aperture 11. On 
the return run of the squeegee back across the 
screen the retained ink Is forced into the aperture 1 1 
and on to the surface of the obscuratton band 2 on 
the glass. 

Where the thinner parts of the bus bar are being 
printed the first run of the squeegee blade 13 
depresses the unsupported parts of the screen 9 
downwardly towards the glass surface. That is. in 
Figure 4a. the run of the squeegee across the 
aperture 11 will depress the screen 9 somewhat Into 
that aperture thereby limiting the whole height for 
the retention of Ink for printing on to the obscuration 
band. Figures 4b and 4c illustrate how the height of 
ink 14 which passes through the mesh of the 
screen 9 (shown in Figure 4b) is depressed so that 



at the end of the printing process, when the ink has 
run together to form a printed layer 15 on the glass 
surface, only a thin layer (shown in Rgure 4c) is 
produced. For example in the embodiment ilius- 
5 trated the thickness of the printed ink layer at the 
section A-A of the printed bus bar is 22 microns, 
while the local thickness of the coating 10 on the 
screen is 40 microns and the screen itself Is 65 
microns thick. 

10 In the area of the printing screen which is to print 
the thicker area 7 of the bus bar, the emulsion 
coating, as indicated In Rgure 5a, Includes a half 
tone array of solid spots 16 which are distributed 
regularly over the whole local area which produces 

IS the thicker area 7 of the bus bar. These spots 16 
constitute 10<Vb of the area and provide, in effect, 
supports for the screen 9 in the bus bar aperture 1 1 . 

The effect of this modification of the printing 
screen, to incorporate half tone areas In the coating 

SO where the connectors are to be soldered to the bus 
bare, Is to enhance the retention of the ceramic ink 
within those areas during the first pass of the 
squeegee blacle 13 across the screen because the 
screen is not substantially depressed towards the 

25 glass surface, so that after the second passage of 
the squeegee a deeper quantity 17 (Rgure 5b) of the 
ceramic Ink Is retained In the aperture 11 which runs 
to form a thicker printed area as Indicated at 18 
(Figure 6c). The depth of the Ink 18 which Is thereby 

30 printed onto the surface of the obscuration band 2 to 
form one of the thicker areas 7 of the bus bar may be 
twice the thickness of the ink 15 printed on the 
thinner parts of the bus bar, for example about 40 
microns thick. Thus, in the embodiment illustrated, 

S5 the thickness of ink In the area of increased 
thickness corresponding to the half tone areas Is 36 
microns, while the local thickness of the coating on 
the screen is" 40 microns and the screen itself Is 66 
microns thick. 

40 it has been found that a 50<Vb increase in the 
thickness of each bus bar in the areas where the 
connectors are to be soldered is sufficient, although 
a thickness increase of 100<Vb can be achieved using 
the half tone pattern areas provided the emulsion 

45 coating is sufficiently thick in the areas surrounding 
and defining the half tone areas. 

The enhancement of Ink retention by the local 
support provided the spots 16 given at each of the 
dotted areas an increased presence of sliver in the 

SO thicker area of ink 1 8 so that even though there may 
be absorption of silver from the fired Ink Into the 
obscuration band, there remains sufficient silver In 
each of the thicker areas 7 to ensure a satisfactory 
soiderBd Joint with the T-shaped connector. 

55 Rgure 6a illustrates an alternative way of enhanc- 
ing the retention of ceramic ink to produce the 
thickened areas 7. The artwork for producing the 
printing screen does not have any special areas of 
the bus bars 4' as In Figure 3, the drawing of the bus 

60 bare being continuous and solid. A patch 20 of 
screen material of ooareer mesh cut to the size of 
the thicker areas 7 Is adhered to the screen 9 in 
areas of the screen which define the areas where 
connectors are to be soldered to the bus bare. The 

65 patches 20 may be secured to the screen by means 
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Of a suitable adhesive before the emulsion Is applied 
but more suitably are placed In position after the 
emulsion has been applied and while it Is still wet. 
and additional emulsion used to cover the patches. 
After exposure and washing of the screen the 
patches 20 are In position in the emulsion coating 10 
as indicated in Rgure 6a. During the passages of the 
squeegee 13 across the screen each of the patches 
20 serves to support the screen 9 and to provide a 
coarser mesh for enhanced retention of ceramic Ink 
so that a depth of ceramic Ink 17 (Rgure 6b) Is 
retained giving a quantity of ink 17 In those areas 
sufficient to prodvce, when fired, the thicker areas 7 
of the bus bar. The depth of ink 17 collapses to a 
thtokness of 18 as Indicated In Rgure 6c which is 
comparable to the thickness produced by printing 
through the half tone areas in Figure 5a. 

The method of the Invention is also useful for 
printing heated bcMlghts with extended bus bars 
which are sometimes employed, not only as a heater, 
but also as an antenna for a ladlo. Rgures 7 and 8 
Illustrate a silk screen in accordance with the 
invention for printing a heated backlight of this Idnd. 
In these Rgures,. a silk screen 21 carries a patterned 
layer of dried emulsion 22 defining the pattern for 
two opposed L-sl;aped bus bars 24 and a plurality of 
parallel heating conductors 23 extending between 
the bus bars. 

When such L shaped bus bars are employed. It is 
desirable, to avoid excessive power dissipation in 
the bus bars, to provide thickened bus bars, at least 
In the sections of the bus bars extending from the 
adjacent ends thereof (where terminals are attached 
for the supply of heating current and derivation of a 
radio signal) to half-way up the array of heating 
conductors. To achieve this Increased thickness, the 
screen is initially coated uniformly with a number of 
layers of emulsion which are successively applied 
and dried, In known manner, over the whole area of 
the screen. A further series of emulsion layers are 
then applied and dried, using appropriate masks to 
contain the emulsion, to the screen area 25, having 
the shape of an Inverted channel section and defined 
by the broken line 26 In Figure 7. It is desirable to 
provide a gradual transition between the thinner and 
thicker emuision^iayers (see Figure 8) and this may 
be achieved by. for example, using a series of masks 
with progressively reduced coating, areas to apply 
the successive layers of emulsion to area 25. and 
dissolving away, for example with water, any result- 
ing sharis comers. The pattern In the emulsion is 
then prepared using appropriate art work, using half 
tone transparencies (as described above with 
reference to Figures 3a and 3b) In the parts of the 
bus bars within area 25. Again, the half tone 
transparency employed Is typically such that about 
90^ of the area of each transparency in soiki black 
defines a regular array of spaced clear spots. The 
spaced clear spots result In the production of a 
corresponding array, designated 27, of solid spots 
or columns over the area of the screen which Is to be 
used to print the thicker areas of the L-shaped bus 
bars. 

Using a screen as described above, a heated 
backlight suitable for use as a radio antenna without 



unacceptable power dissipation can be printed in a 
single printing sta^. This cbrnpiirbs fai^bur^ti^ with 
the prior art process, ^^fj^hfrectufire dyerprfritin^ of 
the thickened dreds of . ^e /b^^ a 

5 seckihd piMs: down' the ^^f^^ 

The . Invehtlbn thus prcvideb a versatile and 
precise sblubon toitHe jpfi^^df^ of prating a ^^ern 
of Indreased ^ thteifeTess M sel^ lpc»l ^areas, 
without the need for overpiintlhgV/tth a sedbn^ layer 

10 of ink. Overprthtlng -usth^^ nriethod of the 
invention enables e&pedlahy ilitdk patteirned; layers 
to> be ^hieved^ \ 



IS ■ 

Claims .^^ * ' ."" 

1. A method of sfcrTOh jjrlntlng a patte^^^ a 
hard non-absortient substirate usrig .a sci'een 

20 (9,21 ) with a paWenrfi^d^ boirtlhg (iOj22) on Its 

surface fEU:lhg%e ^bsti^ charadteils^d by 
pfbvldlrig Idksd s^pbif (I6;2b,27) between the 
sci^^n surfa6^/di^ or 
more areas tn^Avrifch^'k/ of 

25 Increased thickne^ Is re theretiiy en- 

.haticlhg Inkt^tBrttic^ 

. 2. A rHettfidcl ebcordlng tqclairn i 'vv^ieft'ln the 

local kippjdrt ooMprt^ oile or 

(20) of ' screeh mahiridij adhered to the cbctted 

30 . surf&ee'dfffie sBr&ert.. '^^^ ' / 

3. A methbd'acrai^lrig lb c^ifi 2 wherein 
Sjoid paftcK'br pafcKds 'jt^] of sbi%en msi^rial 
• areof OTarrorniedR'^^ *' 
" A, A rridttiod aibpor^ih^Hd 1 wherein the 

35 ibcal support cbmpHises^^a^ fi^rray of '^all 

spaic^d sjiots (16,?7) bf'cbattngb^^^^ 

5. A method according to claim 4 in wHicii the 
said small spaced sp^s 'o^ cbaHng (16.27) are 
arrsmgedlnaurtlfcrfm \ ' 

40 6. A methbd abopTcilng to claim 6 wherein 

said screen i^^rc^ded u'sthg half-tone areas 
(8) in the arfea'pf thejiatt^r^^ 
an^y of spaced sfjote b m^^^ 
7. A method lekscto'rdlhg to any bf claims 4 to 6 

45 wherblri the thfclbiesjr bf the coating (10^2) In 

the areas (10,^) surrounding and deflntng the 
area(s) in which an ink layer of increased 
thickness is required Is greater than the 
thickness of the coating In other areas. 

SO 8. A method according to any of dainre 4 to 7 

wherein the thickness of the coating (10,22) In 
the areas (10,25) surrounding and defining the 
area(s) in which an Ink layer of increased 
thickness is required Is at least 30 mk>rons. 

55 9. A method according tp claim 7 or claim 8 

wherein the coating In other areas has a 
thickness In the range 5 to 1 6 microns. 

10. A method according to any of claims 4 to 9 
wherein said smaH spaced spots of coating 

60 (16,27) are fonmed of the same coating material 

as the patterned coatUng material on the screen, 
and are of a height equial to the thicioiess of 
said coating in the areas (10,25) sumounding 
and defining the area(s).in whtoh an ink layer of 

65 increased thickness Is required. 
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11. A method according to any of dalms 4 to 
10 wherein said small spaced spots of coating 
(16,27) occupy about IQCVb of the area in which 
the ink layer of increased thickness is required. 

12. A method according to any of the preced- 5 
ing claims In whk:h a pattern Is printed In the 
form of a heating array on a glass pane for use 

as a vehicle window. 

13. A method according to claim 12 wherein 

said pattern comprises an array of heating io 
conductors (3,3') extending between bus bars 
(4,4') and the local support (10,16) is provided 
in those areas of the bus bars (4,4') where the 
connectors (5) for conductors supplying the 
heating current are to be attached. IS 

14. A method according to any of the preced- 
ing claims in which a pattern of varying 
thickness is printed. 

15. A printing screen (9) with a patterned 
coating (10) on at least one surface thereof 20 
characterised by a patch (20) of screen material 
adhered to the screen in each of one or more 
areas in which a patterned ink layer of Increased 
thickness is to be printed. 

16. A printing screen (9,21) with a patterned 25 
coating (10,22) on at least one surface thereof 
characterised in that the patterned coating 
includes an array of small spaced spots of 
coating (16,27) on the screen surface in each of 

one or more areas in which a patterned ink layer 30 
of increased thickness Is required and the 
thickness of the coating in the areas (10,26) 
surrounding and defining the area(s) In which 
an ink layer of increased thickness is required Is 
greater than the thickness of the coating In S5 
other areas. 

17. A printing screen according to claim 16 
wherein the thickness of the coating in the 
areas (10,25) surrounding and defining the 
area(8) In which an Ink layer of increased 40 
thickness Is required is at least 30 microns. 

18. A printing screen according to daim 16 or 
claim 17 wherein the coating in other areas have 
a thickness in the range 5 to 15 microns. 

45 
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